1 . (canceled) Hollow molded part made of a metallic material and produced out 
of a mold blank by inner high pressure metal forming and having a closed cross- 
section and a reinforcement characterized in that the hollow molded part is 
formed as a single piece and exhibits a blank mold, wherein the blank mold is ^ 
furnished 

-with a first region (1) with a first starting outer diameter (Dl) and a starting wall 
thickness (bl), and 

- with at least one second region (2) with an outer diameter reduced in 
comparison to the starting outer diameter (Dl) and with an increased wall 
thickness in comparison to the starting wall thickness (bl), wherein the increased 
wall thickness forms a reinforcement. 

2. (canceled) Hollow molded part according to claim 1 characterized in that the 
second region (2) narrows down. / 

3. (canceled) Hollow molded part according to claim 2 characterized that the 
second region (2) narrows conically. 
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4. (canceled) Hollow molded part according to claim 1, characterized in that a 
third cylindrical region (3) follows to the second region (2), wherein the thirds 
cylindrical region (3) exhibits a reduced diameter (D2) in comparison to the 
starting outer diameter (Dl) and wherein the wall thickness (t>2) of the third 
cylindrical region (3) is equal, increased or decreased relative to the starting wall ^ 
thickness (bl) of the first region (1). 

5. (canceled) Hollow molded part according to claim 1 characterized in that the 
hollow molded part is bent in the second region (2). 

6. (canceled) Hollow molded part according to claim 1 characterized in that 
second conical region (2) and a third region (3) are reduced in the diameter (D2) , 
in comparison to the first region (1) by a radial or tangential deformation method. 

7. (canceled) Hollow molded part according to claim 6 characterized in that the 
second conical region (2) and/or the third region (3) are reduced by hammering, 
forging swaging, rotary kneading, rolling, flow turning, or stretch forming in 
their outer diameter. 


S.N. 10/781,13$ RUM223A3 A U g« S . 18, 2006 


8. (canceled) Hollow molded part according to claim 1, characterized in that in 
each the case a first region (1) and a second region (2) alternate. 

9. (canceled) Hollow molded part according to claim 8 characterized in that in 
each case a first region (1) and a second region (2) and a further first region (1) 
and a further second region (2) are disposed like mirror images to each other. 

10. (canceled) Hollow molded part according to claim 1 characterized in that in 
each case the first region (1), the second region (2), and a third region (3) are 
joining to a further first region (1), a further second region (2), and a further third, 
region (3). 

11. (canceled) Hollow molded part according to claim 1 characterized in that in 
each case the first region (1), the second region (2), and a third region (3) and a 
further first region (1), a further second region (2), and a further third region (3) 
are disposed to each other like mirror images. 
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12. (canceled) Method for production of a hollow molded part made of 
metallic material and produced out of a tubular starting part (A) having a starting 
outer diameter (Dl) and a starting wall thickness (bl), characterized in that 
initially the tubular starting part (A) is reduced by a radial or tangential ^ 
deformation method over at least a second region (2) conically with an angle (a) 
and over at least a third region (3) cylindrical^ to a smaller diameter (D2) and 
.herewith a mold blank (V) having an increased wall thickness (b2) relative to the 
starting wall thickness (bl) in the second region (2) and in the third region (3)/ 
and that in the following the hollow form part is formed by inner high pressure 
metal forming of the mold blank in the first region and/or in the second region. 

13. (canceled) The method according to claim 12 characterized in that a 
bending of the mold blank is performed between the step of the radial or 
tangential deformation method and the step of inner high pressure metal forming. 

14. (canceled) The method according to claim 12 characterized in that an 
intermediate annealing of the mold blank is performed prior to the inner high 
pressure metal forming. 
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15. (canceled) The method according to claim 12 characterized in mat an 
intermediate annealing of the mold blank is performed between the step of the 
radial or tangential deformation method and the step of inner high pressure metal' 
forming. 

16. (canceled) The method according to claim 12 characterized in that the step, 
of the radial or tangential deformation is performed by hammering, forging 
swaging, rotary kneading, rolling, flow turning, or stretch forming. 


17. (canceled) A method for production of a hollow molded part comprising 
forming a tubular starting part (A) having a starting outer diameter (Dl) and a 
starting wall thickness (bl) out of a metallic material; 

initially reducing the tubular starting part (A) by a radial or tangential' 
deformation method over at least a second region (2) conically with an angle (a) 
and over at least a third region (3) cylindrically to a smaller diameter (D2); 
generating a mold blank (V) having an increased wall thickness (b2) relative to 
the starting wall thickness (bl) in the second region (2) and in the third region 
(3); forming in the following a hollow form part by inner high pressure metal 
forming of the mold blank in a first region and/or in the second region. 
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18. (previously presented) Hollow molded part made of a metallic material in 
the shape of an A-column for a motor vehicle and produced out of a first mold 
blank by inner high pressure metal forming and having a bent section and a' 
closed cross-section and a reinforcement characterized in that 
the A-column is formed as a single part and exhibits an increased wall thickness 
(b2) in the region of the bent section and in a region adjoining to the bent section y 
and directed toward a roof of the motor vehicle, wherein the increased wall 
thickness (b2) operates as a reinforcement. 

19. (previously presented) Method for production of a hollow molded part 
made of a metallic material in the shape of an A-column of a motor vehicle and 
produced out of a tubular starting part (A) having a starting outer diameter (Dl) 
and a starting wall thickness (bl), characterized in that 

initially the tubular starting part (A) is reduced by a radial or tangential 
deformation method over at least a second region (2) conically with an angle (a) 
and over at least a third region (3) cylindrical^ to a smaller diameter (D2) and 
therewith a mold blank (V) having an increased wall thickness (b2) relative to the 
starting wall thickness (bl) in the second region (2) and in the third region (3); 
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then following the mold blank (V) is bent according to the required curvature of 

the a-column; and / 
that in the following a final forming of the A-column is performed by inner high 
pressure metal forming of the mold blank (V) in the first region and/or in the 
second region. 

y 

20. (previously presented) The method according to claim 19 characterized in 
that a bending of the mold blank (V) is performed in the second conical region 
(2) under axial pull tension.. 

21. (previously presented) The method according to claim 19 characterized in 
that an intermediate annealing of the mold blank (V) is performed prior to the 
inner high pressure metal forming. 

22. (previously presented) The method according to claim 19 characterized in 
that an intermediate annealing of the mold blank (V) is performed between the- 
step of the radial or tangential deformation method and the step of inner high 
pressure metal forming. 
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23. (previously presented) The method according to claim 19 characterized in " 
that the step of the radial or tangential deformation is performed by hammering, 
forging swaging, rotary kneading, rolling, flow turning, or stretch forming. 

24. (currently amended) The method according to claim 19 characterized in that 
the mold blank (V) is generated from a starting blank having a starting outer 
diameter (Dl) of from about 80 mm to 160 mm, and having a starting wall 
thickness (bl) of from about 2.0 mm to 5.0 mm; 

wherein a first region (1) of the mold blank (V) has an outer diameter 
corresponding to the starting outer diameter (Dl) and a wall thickness 
corresponding to the starting wall thickness (bl) and wherein the first region (1)* 
exhibits a length (LI) of from about 1000 mm to 2500 mm; 
wherein a second conical region (2) of the mold blank (V) exhibits an angle a of 
from about 10 degrees to 85 degrees and a length (L2) of from about 200 mm to- 
1000 mm; and 

wherein a third region (3) of the mold blank (V) is reduced to an outer diameter 
(D2) of from about 0.4 times Dl to 0.7 times Dl and to a wall thickness (b2) of 
from about 0.4 dmded multiplied by bl to 0.7 divided multiplied by bl and 
exhibits a length (L3) of from about 500 mm to 1 500 mm. 
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